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Description

BACKGROUND

[0001] Commercial passenger carrying airplanes com-
monly have storage or compartment structures (fre-
quently referred to by the generic name "monuments")
installed on the aircraft. These structures are used in a
variety of ways, such as storage of clothing and other
passenger belongings, electronic entertainment centers,
sleeping quarters for the officers and cabin crew, purser
work stations, bar units, lavatories, and galleys used to
provide in-flight catering meal service to the passengers.
Traditionally, these monuments have been manufac-
tured using multilayered lightweight assemblies known
as "sandwich panels" of Nomex® or Kevlar® cores, with
resin pre impregnated fiberglass skins forming the sur-
face. Other types of composite panels are manufactured
with foam, thermo-plastic or metallic core materials and
with plastic or metallic outer skins. Aircraft monuments
may alternatively be constructed entirely from flat sheet
materials that are pre manufactured in a process using
a multi-layer temperature controlled press, and/or from
molds using an autoclave to provide both temperature
and pressure for curing of the panel, part or section.
[0002] Following manufacture, these parts or sections
have to undergo additional "pre or post processing"
where they may be trimmed, cut and/or formed into the
parts necessary to construct the monument. They will
also commonly undergo secondary operations to have
fixing points and/or locating holes installed in the form of
"inserts" or "bobbins." In the case of the former, they pro-
vide a means of attaching items to the panel, and rely on
the injection of an adhesive around the fixing to form a
plug that resists being pulled out through the skin when
a load or force is applied to it. In the case of the latter, a
through hole is provided for fixings that would otherwise
damage the panel.
[0003] Items attached to the panels include wiring
looms and electrical components, plumbing hoses, pipes
and components, ventilation and air extraction duct, hose
and component mountings, decor panels, hinges, back
stops, galley insert equipment interfaces, access panels,
ducts, sliders and draw runners, electronic entertainment
devices, grilles, and general equipment retainers.
[0004] After the preparatory stages are complete, the
monument is constructed by assembling the various
parts, either by bonding the flat panels together to form
a rigid structure with viscous liquid adhesives, or by com-
bining the flat panels with pre manufactured (e.g. pre
cured) molded parts to form the basic structure. These
molded sections or flat panel sub-assemblies may also
remain as removable (i.e. bolt on/bolt off parts) Likewise,
adhesive bonded flat panels forming sub-assemblies or
modules may be bolted together to form the complete
structure.
[0005] Basic construction in all cases involves a post
composite panel manufacturing process that relies on

bonding using liquid adhesives for the panels forming the
structure itself, the fixing points, through holes and
mountings and/or the sub-assemblies, modules and
moldings themselves. Further, secondary operations at-
taching various loose metallic and non-metallic parts to
the basic structure, together with electrical, water and air
systems are then undertaken. These separate processes
add significantly to the cost and construction time, and
require a high level of expert knowledge and operator skill
[0006] Another issue with the current monument con-
struction is the need for reinforcement. To reinforce a
given monument structure, "C," "U," "H," "F" and right
angle as well as other shapes of section aluminum ex-
trusions are commonly bonded to the edges of the panels
for stiffness. Where local re-enforcement of the structure
is required (for load bearing purposes), flat sheets of alu-
minum, typically 0.79375 mm to 3.175 mm (1/32" to 1/8")
thick, are bonded to the panel to transfer the effects of
localized stress to portions of the structure with higher
load bearing capabilities. This type of additional localized
reinforcement is commonly called a "doubler." This prac-
tice adds significant weight to the monument and requires
another manufacturing process, adding to the cost.
[0007] German patent application publication no. DE
102009005478 describes an aircraft galley comprises a
base body, which is divided by a partition panel system
in a plurality of compartments. The partition panel system
includes first and second partition panels. An assembly
slot extends from an edge of the first partition panel and
receives an assembly section of the second partition pan-
el such that the main surfaces of the first and second
partition panels are substantially perpendicular. At least
one side surface of the first partition plate formed assem-
bly slot carries a first guide means which cooperates with
a complementary second guide means arranged in a re-
gion of the assembly section of the second partition pan-
el.

SUMMARY OF THE INVENTION

[0008] In accordance with the present invention, there
is provided a monument for an aircraft as recited in the
accompanying claims.
[0009] The present invention is an improved monu-
ment structure combining an integrated construction sys-
tem with carbon fiber reinforced composites to form an
exoskeletal chassis that significantly reduces the build
times, manufacturing skill level requirements, post
processing activities, and overall weight of a given aircraft
monument. New monument designs may be analyzed
using finite element analysis to determine the maximum
load that will be imposed on the improved structure, and
then all local reinforcement requirements will be incor-
porated into the integrated structure as determined by
the monument’s worst case loading determination.
[0010] The construction of the monument of the
present invention calls for designing the lay-up of a com-
posite panel sandwich to include integral localized rein-
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forcement, capable of handling the stress loads imposed
on the structure without the need for additional supple-
mentary metallic reinforcement. All fixing points (which
include both floating and fixed potted inserts), through
holes, brackets, back stops for cart that prevent rearward
movement, wear strip bases (rub and bump strips) trolley
wheel guides, GAIN interface points, ducts, electrical
routing channels and other secondary process items, are
incorporated in the primary manufacturing process.
[0011] The primary manufacturing process consists of
a modular, reversed molding system utilizing carbon fiber
reinforced composite pre impregnated skins (referred to
as CFRCs) with or without a core structure, and localized
reinforcement of unidirectional carbon fiber (referred to
as UD fiber) that are applicable to the structural require-
ments and loadings of the particular monument. Where
applicable, previously manufactured I and H beams are
incorporated into the structure to provide high strength
reinforcement. The molds may or may not be modular in
construction, depending on the type of monument being
constructed, and will have a specific construction appli-
cable to their intended function.
[0012] Other features and advantages of the present
invention will become more apparent from the following
detailed description of the preferred embodiments in con-
junction with the accompanying drawings, which illus-
trate, by way of example, the operation of the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

[0013]

FIG. 1 is an elevated, perspective view of a first em-
bodiment of the monument structure of the present
invention;

FIG. 2 is a partially exploded, elevated, perspective
view of the embodiment of FIG. 1;

FIG. 3 is a perspective view of the above work deck
sub-assembly of the embodiment of FIG. 1;

FIG. 3a is an enlarged, perspective view of the way
in which the compartments of the above work deck
are formed;

FIG. 3b is a cross-sectional view of an intersection
of the panels in the sub-assemblies of the present
invention;

FIG. 4 is a perspective view of the below work deck
sub-assembly of the embodiment of FIG. 1;

FIG. 4a is a cross-sectional view of the mating of the
above work deck and below work deck sub-assem-
blies;

FIG. 5 is an enlarged, perspective view of the bump

strip carrier for the below work deck sub-assembly
of FIG. 4;

FIG. 6 is an enlarged, perspective view of an inte-
grated floor attachment device of the sub-assembly
of FIG. 4;

FIG. 7 is a perspective, front view of the rear service
wall of the monument structure; and

FIG. 8 is an enlarged, perspective view of a compos-
ite roof attachment.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0014] Figures 1 and 2 illustrate a first preferred com-
posite aircraft monument in the form of a refrigerated
center line galley 10 that comprises three main chassis
sub-assemblies, a below work deck area (BWD) 12, an
above work deck area (AWD) 14, and a removable, one
piece rear service wall (RSW) 16. The AWD section 14
provides compartments 18 as required for galley inserts,
or GAINs, such as coolers, ovens, coffee brewers, and
the like to be installed. The AWD section 14 compart-
ments 18 also provide space for meal boxes or standard
units (SUs), and miscellaneous storage in the same way,
together with compartment door hinge and latch loca-
tions, if so required. On top of the above work deck area
14 is a pair of composite ceiling mounts 20 for attaching
the monument 10 from above to the ceiling or supporting
structure of the airframe.
[0015] The compartments 18 of the above work deck
14 are defined by panels 22 as shown in Figure 3, that
is formed of previously manufactured flat CFRC-faced
panels integrated into the structure using slots 28 at the
intersection of the horizontal shelves 24 and the vertical
walls 26 (See Figure 3a). The shelves 24 and walls 26
are formed using a wet lay process where layers 30 of
material are placed in a mold in over a wet lay 32, and
the walls 26 and shelves 24 are then integrated into the
assembly using additional UD reinforcing plies 34 (see
Figure 3b). When formed in this manner, the panels need
no additional secondary stiffening, and separate metallic
edge members are not required, although the edges of
the panel may be sealed with a lightweight plastic extru-
sion. The edges may also be covered with overlapped
panel skin plies 38. The "B" surface 30, i.e. the finished
molded surface opposite the usual orientation of the lay-
up, of the AWD molding preferably either provides the
upper section of the air ducting for a chiller in the work
deck ("CIWD") air chiller fed system, or provides for a
CIWD line replacement unit ("LRU") chiller module. Non-
chilled galleys that may not have this provision for duct-
work may instead have a structure for other items such
as sliding tables. In a preferred embodiment, the whole
AWD section 14 is cured as a single and complete inte-
grated structural sub-assembly.
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[0016] On the upper surface 40 of the above work deck
area 14 is a pair of horizontal channels 42 that can be
used to adjustably position the monument 10 within the
aircraft. Roof attachments 20 (see Figure 8) is formed of
a high strength composite and have orthogonal plates
21, 23, where plate 21 extends below a lower surface
23a such that plate 21 can slide within its channel 42 and
be clamped or fastened in the desired location. The plate
23 then rests on the upper surface 40 of the above work
deck 14 to stabilize the attachment. The roof attachment
20 can include a lug 25 that can be used to bolt, rivet, or
otherwise secure the monument 10 to the upper airframe
structure.
[0017] The BWD section 12 provides accommodation
in the form of two large cabinets 50 for meal service carts
or trolleys, storage compartments, waste container are-
as, trash compactor location, galley waste disposal units
(GWDU) and/or miscellaneous stowage areas. Further,
the below work deck section incorporates fixing and lo-
cating points, including integrated aircraft floor attach-
ment devices 70 (see Figure 6), back stops 80, cart di-
viders (T dividers) 85, and rub and bump strip bases 90.
Divisions between the compartments are formed during
the wet lay process or integrated into the assembly using
additional UD reinforcing plies, as discussed above with
respect to Figure 3. Figure 5 shows a view of the rub and
bump strip 90, along with the back stop 80 to prevent the
beverage cart (not shown) from extending too far into the
cabinets 50.
[0018] Figure 6 illustrates an integrated floor attach-
ment device 70 incorporated into the walls 210 of the
below work deck section 12. The floor attachment device
70 comprises two horseshoe shaped plates 120 having
an outer radius along the perimeter and an inner radius
along the inner edge. The two plates 120 are joined to-
gether along the inner radius by a rigid panel 130, such
that there is an arcuate gap between the two plates 120,
and between the rigid panel 130 and the outer radius of
the two plates 120. The connection of the two plates 120
to the rigid panel 130, such as by welding for example,
is sufficient to transfer loads from the panel 130 to the
plates 120.
[0019] At the base of the attachment device 70 are a
pair of lugs 140 including a vertical channel 150 sized to
receive a fastener (not shown). The lugs 140 are prefer-
ably positioned such that no more than half of the lug 140
is outside of the envelope of the two plates 120. The two
lugs 140 are formed from a common block, that also con-
nects to the rigid panel 130. The bottom edge of the plates
120 coincide with a bottom edge of the lugs 140 such
that the attachment device 70 lays flush with a floor of
the aircraft. Sandwiched between the monument walls
is a composite panel core material 220 that forms the
interior of the wall structure. At the base of the wall, be-
tween the panels 210, is the floor attachment device 70
that is used to mount the wall to the floor of the aircraft.
A space above the cylindrical lugs 140 can be used to
insert and remove the fasteners, and the arch shape of

the fitting contributes to the overall strength of the fitting.
[0020] In a preferred embodiment, the attachment de-
vice 70 is integrated in the wall structure of the monument
10 during the primary build phase, eliminating the need
for a secondary operation and greatly improving the com-
ponent strength and the ability of the structure to handle
both static and dynamic loads. This is particularly impor-
tant in a vehicle such as an aircraft, which is subject to
dynamic loads on a consistent basis. The lugs 140 create
a small offset that allow the monument structure to have
a greater proportion of standardized parts while reducing
the weight of the component as well as the footprint of
the monument. In a non-metallic form, such as a com-
posite or hardened plastic, the fitting 70 can be mass
produced, very light, and resistant to corrosion.
[0021] As the panels of the above work deck 14 and
below work deck 12 need no additional secondary stiff-
ening, separate metallic edge members are not required;
however, the edges of the panel may be sealed with a
lightweight plastic extrusion 137 or use overlapped panel
skin plies (Figure 4a). The mating surface of the BWD’s
molding either provides the lower section of the air duct-
ing for a CIWD air chiller fed system or provides for a
CIWD LRU chiller module. Further, the whole BWD sec-
tion 12 is preferably cured as a single and complete in-
tegrated structural sub assembly. Note the AWD 14 and
BWD 12 sub assemblies have the provision of male and
female attachment points to allow structural connection
of the two halves. The alignment of the two mating sub-
assemblies 12,14 share a common through-hole 131 that
can be used to secure the two components. When the
two mating surfaces are bolted together, a gap 133 is
formed between the surfaces that can promote cooling
or venting.
[0022] Figure 7 illustrates the rear service wall 16,
which preferably carries the majority of the galley elec-
trical and plumbing service provisions. The RSW also
provides the integrated chilled air ducting system (for
both the AWD 14 and BWD 12 in the case of an air chiller
supplied galley, and BWD only in the case of a chilled
liquid supplied galley), and applicable galley insert reten-
tion and location provisions. The rear service wall 16 is
also preferably cured as a single and complete integrated
structural sub assembly. Wiring and plumbing compo-
nents are mounted to the RSW 16 following the curing
process. The RSW sub assembly may also have the pro-
vision of male and female attachment points to allow a
structural connection to the two halves of the AWD and
BWD sub assemblies. In a preferred embodiment, the
rear service wall 16 includes a series of air vents 171
near the bottom of the RSW, where the vents 171 are
located in recesses in the wall as shown in Figure 7. The
recesses extend vertically to a midpoint, where they fun-
nel and consolidate into a single recess that vents
through the top of the RSW 16. This venting system al-
lows air to circulate over the electrical system to prevent
overheating, or to cool the backs of refrigeration units or
other GAINs that require venting.
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[0023] Although the above examples relate to one type
of monument, i.e. a galley, the present intention is not
limited in this manner and is applicable to the use and
incorporation in the construction of other commercial air-
craft monuments using the same or broadly similar meth-
ods.
[0024] The present invention is characterized in that
the replacement of conventional pre-impregnated fiber
glass panel skin materials with carbon fiber reinforced
composites pre impregnated panel skin materials are
used to form a structurally competent exoskeleton chas-
sis that produces significant weight savings and strength
advantages. The present invention also results in the
elimination of a high percentage of cold bridges (caused
by conduction through embedded metallic fixings, edge
members, floor fittings, etc.) that are present between
the exterior and the interior of refrigerated or chilled galley
compartments, resulting in improved thermal insulation
capabilities and lower cooling power requirements from
the air or liquid chiller supplying the monument.
[0025] The present invention also leads to the elimina-
tion of a significant percentage of aircraft monument pan-
el secondary processing operations, consisting of the
provision of load bearing attachment points, through
holes, locating points, access apertures, air ducting, re-
inforced beams, air craft attachment points, rub and
bump strips, T dividers, back stops, etc., by integrating
them into the primary molding operation. This results in
a reduction in construction man hours, partial de-skilling
of manufacturing processes, and significant weight sav-
ing advantages.
[0026] The present invention allows for the integration
of chilled air distribution into the structure work deck area.
Additionally, the combination of dry panel components,
specific area reinforcements and pre manufactured
CFRC parts incorporated into an integrated wet lay as-
sembly lead to the formation of structural skeletal sub-
assemblies. An advantage of the present invention is the
elimination of the current requirement for metallic edge
members for the purpose of stiffening and/or edge seal-
ing of structural galley composite panels, through the use
of CFRC panels with overwrapped skin or plastic capped
edges. As set forth above, this provides significant cost
and structure weight savings.
[0027] Another benefit of the present invention is the
elimination of the use of supplementary localized metallic
reinforcements. The present invention utilizes additional
UD carbon plies (where required) to provide an integral
integrated reinforcement solution, and results in signifi-
cant manufacturing process time, and overall structure
weight savings. The integration of major services into a
single removable back panel for monuments, where elec-
trical, plumbing, vacuum, refrigeration, CAX or ventilation
systems are required, simplifies assembly and allows
parallel flow line production.
[0028] Yet another feature of the present invention is
the adoption of reverse molding to combine a wet/dry
composite lay-up consisting of uncured materials, pre

manufactured panels and composite components, to
form an integrated primary manufacturing system. Addi-
tionally, the present invention’s use of CFRCs significant-
ly increases the strength of the monument for a given
size while decreasing the structure weight. Also, the
wet/dry molding system significantly reduces build times
by integrating many secondary assembly operations into
the primary manufacturing process.
[0029] A secondary benefit of the present invention is
that the primary manufacturing process significantly re-
duces the volume of metallic parts in the structure, sub-
stantially reducing the weight. This also leads to the elim-
ination of a significant volume of metallic cold bridges
between the interior and exterior of chilled or refrigerated
compartments, which reduces thermal losses and the
energy required to achieve the specified compartment
temperature.

Claims

1. A monument (10) for an aircraft, comprising an
above work deck subassembly (14), a below work
deck subassembly (12), and a rear service wall su-
bassembly (16), wherein each respective sub-
assembly (12, 14, 16) is formed using carbon fiber
reinforced composites, CFRC, pre-impregnated
panel skins that combine to form a exoskeleton chas-
sis, the subassemblies reinforced with a unidirec-
tional carbon fiber,
the monument being characterized by further
comprising : ceiling mounts (20) a pair of channels
(42) on an upper surface of the above work deck
subassembly (14) that each receive one of said ceil-
ing mounts (20) for mounting the monument (10) to
an upper portion of an airframe of the aircraft, where-
in each of the said ceiling mounts (20) are formed of
a high strength composite and have orthogonal
plates (21, 23), including a first orthogonal plate (21)
configured to slide within one of the channels (42)
on the upper surface (40) of the above work deck
subassembly (14), wherein a second plate (23) from
the orthogonal plates (21,23) rests on the upper sur-
face (40) of the above work deck subassembly (14).

2. The monument (10) for an aircraft of Claim 1, wherein
the monument (10) is a refrigerated centerline galley
(10).

3. The monument (10) for an aircraft of Claim 2, wherein
the above work deck subassembly (14) is formed
with an array of compartments (18) sized to house
galley inserts, GAINs, in the galley.

4. The monument (10) for an aircraft of Claim 3, wherein
the array of compartments (18) are formed using a
wet lay process where layers (30) of materials are
placed in a mold over a wet lay, and then the com-
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partments (18) are reinforced with unidirectional car-
bon fiber reinforcing plies (34).

5. The monument (10) for an aircraft of Claim 4, wherein
a finished molded surface (30) of an above work deck
subassembly molding provides an upper section of
an air ducting for a chiller in the above work deck
subassembly (14).

6. The monument (10) for an aircraft of Claim 1, wherein
the below work deck subassembly (12) includes floor
fixtures embedded in the below work deck sub-
assembly (12) during a manufacturing process.

7. The monument (10) for an aircraft of Claim 1, wherein
fixing points are integrated into the monument (10)
using a wet lay process.

8. The monument (10) for an aircraft of Claim 1, wherein
the above work deck subassembly (14) and the be-
low work deck subassembly (12) are sealed with a
lightweight plastic extrusion (137).

9. The monument (10) for an aircraft of Claim 1, wherein
the above work deck subassembly (14), the below
work deck subassembly (12), and the rear service
wall subassembly (16), are each cured as a single
and complete integrated unit.

10. The monument (10) for an aircraft of Claim 1, wherein
the rear service wall subassembly (16) includes
vents and recesses that cooperate to vent air through
the monument (10).

11. The monument (10) for an aircraft of Claim 1, wherein
the monument (10) has no supplemental metallic re-
inforcements.

Patentansprüche

1. Monument (10) für ein Flugzeug, umfassend eine
über der Arbeitsplatte befindliche Unterbaugruppe
(14), eine unter der Arbeitsplatte befindliche Unter-
baugruppe (12) und eine hintere Servicewand-Un-
terbaugruppe (16), wobei jede jeweilige Unterbau-
gruppe (12, 14, 16) unter Verwendung von vorim-
prägnierten Plattenhäuten aus kohlenstoffaserver-
stärkten Verbundwerkstoffen, CFRC, gebildet ist,
die sich zu einem Exoskelett-Chassis kombinieren,
wobei die Unterbaugruppen mit einer unidirektiona-
len Kohlenstofffaser verstärkt sind,
wobei das Monument dadurch gekennzeichnet ist,
dass es ferner umfasst: Deckenhalterungen (20),
ein Paar von Kanälen (42) auf einer Oberseite der
über der Arbeitsplatte befindlichen Unterbaugruppe
(14), die jeweils eine der Deckenhalterungen (20)
aufnehmen, um das Monument (10) an einem obe-

ren Abschnitt einer Flugzeugzelle des Flugzeugs an-
zubringen, wobei jede der Deckenhalterungen (20)
aus einem hochfesten Verbundstoff gebildet ist und
orthogonale Platten (21, 23) aufweist, darunter eine
erste orthogonale Platte (21), die konfiguriert ist, um
in einem der Kanäle (42) auf der Oberseite (40) der
über der Arbeitsplatte befindlichen Unterbaugruppe
(14) zu gleiten, wobei eine zweite Platte (23) der or-
thogonalen Platten (21, 23) auf der Oberseite (40)
der über der Arbeitsplatte befindlichen Unterbau-
gruppe (14) ruht.

2. Monument (10) für ein Flugzeug nach Anspruch 1,
wobei das Monument (10) eine gekühlte Mittelach-
sen-Bordküche (10) ist.

3. Monument (10) für ein Flugzeug nach Anspruch 2,
wobei die über der Arbeitsplatte befindliche Unter-
baugruppe (14) mit einer Anordnung von Fächern
(18) ausgebildet ist, die bemessen sind, um Bordkü-
cheneinsätze, GAINs, in der Bordküche aufzuneh-
men.

4. Monument (10) für ein Flugzeug nach Anspruch 3,
bei dem die Anordnung von Fächern (18) unter Ver-
wendung eines Nassvliesverfahrens gebildet ist, bei
dem Schichten (30) von Materialien in einer Form
über einem Nassvlies angeordnet werden, und dann
die Fächer (18) mit unidirektionalen Kohlefaser-Ver-
stärkungslagen (34) verstärkt werden.

5. Monument (10) für ein Flugzeug nach Anspruch 4,
bei dem eine fertig geformte Oberfläche (30) eines
Formteils der über der Arbeitsplatte befindlichen Un-
terbaugruppe einen oberen Abschnitt eines Luftka-
nals für einen Kühler in der über der Arbeitsplatte
befindlichen Unterbaugruppe (14) bildet.

6. Monument (10) für ein Flugzeug nach Anspruch 1,
bei dem die unter der Arbeitsplatte befindliche Un-
terbaugruppe (12) Bodenbefestigungen aufweist,
die während eines Herstellungsprozesses in die un-
ter der Arbeitsplatte befindliche Unterbaugruppe
(12) eingebettet werden.

7. Monument (10) für ein Flugzeug nach Anspruch 1,
bei dem Befestigungspunkte in das Monument (10)
mittels eines Nassvliesverfahrens integriert sind.

8. Monument (10) für ein Flugzeug nach Anspruch 1,
bei dem die über dem Arbeitsdeck befindliche Un-
terbaugruppe (14) und die unter dem Arbeitsdeck
befindliche Unterbaugruppe (12) mit einer leichten
Kunststoffextrusion (137) abgedichtet sind.

9. Monument (10) für ein Flugzeug nach Anspruch 1,
bei dem die über dem Arbeitsdeck befindliche Un-
terbaugruppe (14), die unter dem Arbeitsdeck be-
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findliche Unterbaugruppe (12) und die hintere Ser-
vicewand-Unterbaugruppe (16) jeweils als eine ein-
zige und vollständige integrierte Einheit ausgehärtet
sind.

10. Monument (10) für ein Flugzeug nach Anspruch 1,
bei dem die hintere Servicewand-Unterbaugruppe
(16) Entlüftungsöffnungen und Aussparungen auf-
weist, die zusammenwirken, um Luft durch das Mo-
nument (10) zu entlüften.

11. Monument (10) für ein Flugzeug nach Anspruch 1,
wobei das Monument (10) keine zusätzlichen metal-
lischen Verstärkungen aufweist.

Revendications

1. Bâti (10) pour un aéronef, comprenant un sous-en-
semble de plateau de travail supérieur (14), un sous-
ensemble de plateau de travail inférieur (12) et un
sous-ensemble de paroi de service arrière (16), dans
lequel chaque sous-ensemble respectif (12, 14, 16)
est formé à l’aide de peaux de panneau préimpré-
gnées de composites renforcés de fibre de carbone,
CFRC, qui se combinent pour former un châssis
d’exosquelette, les sous-ensembles renforcés avec
une fibre de carbone unidirectionnelle,
le bâti étant caractérisé en ce qu’il comprend en
outre :

des montures de plafond (20),
une paire de canaux (42) sur une surface supé-
rieure du sous-ensemble de plateau de travail
supérieur (14) qui reçoivent chacun l’une des-
dites montures de plafond (20) pour monter le
bâti (10) sur une partie supérieure d’une cellule
de l’aéronef, dans lequel chacune desdites
montures de plafond (20) est formée d’un com-
posite à haute résistance et comporte des pla-
ques orthogonales (21, 23), comprenant une
première plaque orthogonale (21) configurée
pour glisser dans l’un des canaux (42) sur la
surface supérieure (40) du sous-ensemble de
plateau de travail supérieur (14), dans lequel
une seconde plaque (23) des plaques orthogo-
nales (21, 23) repose sur la surface supérieure
(40) du sous-ensemble de plateau de travail su-
périeur (14).

2. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le bâti (10) est une cuisine centrale ré-
frigéré (10).

3. Bâti (10) pour un aéronef selon la revendication 2,
dans lequel le sous-ensemble de plateau de travail
supérieur (14) est formé avec un groupe de compar-
timents (18) dimensionnés pour loger des inserts de

cuisine, GAIN, dans la cuisine.

4. Bâti (10) pour un aéronef selon la revendication 3,
dans lequel le groupe de compartiments (18) est for-
mé en utilisant un processus par voie humide où des
couches (30) de matériau sont placées dans un mou-
le par voie humide, puis les compartiments (18) sont
renforcés par des nappes de renfort de fibre de car-
bone unidirectionnelle (34).

5. Bâti (10) pour un aéronef selon la revendication 4,
dans lequel une surface moulée finie (30) d’un mou-
lage de sous-ensemble de plateau de travail supé-
rieur fournit une section supérieure d’un conduit d’air
pour un refroidisseur dans le sous-ensemble de pla-
teau de travail supérieur (14).

6. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le sous-ensemble de plateau de travail
inférieur (12) comprend des fixations de plancher
intégrées dans le sous-ensemble de plateau de tra-
vail inférieur (12) pendant un processus de fabrica-
tion.

7. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel des points de fixation sont intégrés dans
le bâti (10) en utilisant un processus par voie humide.

8. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le sous-ensemble de plateau de travail
supérieur (14) et le sous-ensemble de plateau de
travail inférieur (12) sont scellés avec une extrusion
en plastique léger (137).

9. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le sous-ensemble de plateau de travail
supérieur (14), le sous-ensemble de plateau de tra-
vail inférieur (12) et le sous-ensemble de paroi de
service arrière (16) sont durcis chacun sous la forme
d’une unité intégrée unique et complète.

10. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le sous-ensemble de paroi de service
arrière (16) comprend des évents et des évidements
qui coopèrent pour ventiler de l’air à travers le bâti
(10).

11. Bâti (10) pour un aéronef selon la revendication 1,
dans lequel le bâti (10) n’a pas de renforts métalli-
ques supplémentaires.
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